Abstract
I. INTRODUCTION
The technology concerned with application of mechanical, electrical and computer systems, to operate and control manufacturing processes is called as automation.
Today the development of technologies made it possible to introduce industry automation systems into almost all manufacturing fields. Industry automation of production processes enhances labor efficiency and allows cutting net cost and improving product quality. Moreover, it extends the equipment service life, saves consumables and raw materials, and improves production safety as a whole. The addition of steel fibers to the concrete can significantly improve their compressive strength when compared with plain concrete and the optimum volume fraction of fiber to achieve high strength is 1.5%, to ensure no fiber balls were formed which would affect the concrete's consistency. [2] .
It is well known that concrete is characterized by its high compressive strength, yet its brittle mode of failure is considered as a drawback of high strength concrete when it is subjected to impact and dynamic loads. will be limited in certain areas . Following are the various types of steel fiber [1] .
Figure 1 Types of Steel Fiber
The product material is low carbon drawn round wire having diameter ranges from 0.45 to 1.00 mm. Tensile strength of wire lies between 750 Mpa to 1300 Mpa. The material is passed between male and female die. Cutters are mounted on both the dies. Dies are rotated at the required speed and by the shearing action material break at particular length. An experimental study shows the effect of speed, feed and depth of cut is important in cutting operation [3] to [4] . The die is made of HCHCR D2 material. HCHCR -D2 steel is Cold Work Steel with High Carbon High Chromium contents. The Quality with high wear resistant and toughness properties due to Vanadium addition of 0.90% . Normally it supply condition is an Annealed and will offer hardness to reach 57-59 HRC. It can be machinable in the annealed condition. D2 is the superior steels than D3 due to high alloys properties. 
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II. PROBLEM IDENTIFICATION
There is wide of products required by customers. Varieties include variations in length, pattern. Therefore the manufacturer has to buy die for each product i.e. for each different length of product a new die. If we take one of the product as hooked end steel fiber there are wide variety in length of product like 25 mm,30 mm ,35 mm etc. So if the length of product changes so also die changes. Therefore for each new product new die is to design and manufacture. It will increase the manufacturing cost of product as for each new product we are designing and manufacturing new die. Following are the dies for manufacturing hooked end steel fiber of 30 mm length. 
III. PROJECT OBJECTIVE
Our aim is to design a single die which can produce different lengths of hooked end steel fiber as per the requirement. Since there are various factors like center to center distance, die diameter and its material, speed etc. We have to consider all these factors as well as the financial factor. The new design should not hamper the usual work as well as it should not increase the cost of product. Also safety of worker and safety to machine. Another important factor is to assemble and disassemble the die to the new modified structure of the machine. There are the various parameters on which design of die depends, they are a) Centre to centre distance between dies are fixed. b) Speed of motor : As the speed of motor increases, rate of production increases. c) Length of product : As the length of product changes so the die is. d) Cutting force applied : Cutting force depends on the type and diameter of raw material. e) Number of products : f) Number of cutters on die : No. of cutters on die are fixed according to the length of product. g) Width of die : As the width of die increases which accommodate more no. of wires of raw material.
IV. DATA COLLECTION
V. MODIFICATION IN DIE
Figure 4 Modified Female Die for 30 mm product length Figure 5 Modified Male Die for 30 mm product length
We made changes in die as shown in Fig. 4, Fig. 5 . & Fig.  6 . Here we cut portion of die 35 mm from outside diameter and given spline for insertion to the proposed design. We made three parts as shown in Fig.4 .First part A is the shaft, part B is the middle part. Part C is new design. Part A and part B will remain same for all length of the product and for every new product length only part C will be going to change and not part A and B.
VI. CONCLUSION
Die basically divided into two parts so that only upper portion for different product length is manufactured and middle portion remain same. Thus by doing this considerable saving in the production cost of die and ease of production too. By applying these changes there is 40% saving in cost of die which ultimately affects the cost of product.
VII.
